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Prevention and Correction of Welding Deformation

Jeong-Ung Park
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39 1 Angular distortion by change the dimension
of strongback
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19 2 General dimension of Strongback
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1% 4 Longitudinal deformation by location of
induction heating
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¥ 5 Effect of restraint on the longitudinal
deformation

_.‘_

ey
L 8AF 1RE FEAA
8HE 10BF FEAA
D 83F 4enA %3

off off (B oo ) ot
OO w >

1% 6 Effect of release time of restraint load on
the longitudinal deformation
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1Y 8 Apparatus for Welding T-Joints Submitted
to Elastic Prestrain by Jigs
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(a) Schematic drawing of press roller

(b) Device of press roller
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